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1
SYSTEM AND METHOD FOR RECLAIMING
WASTE CARPET MATERIALS

CROSS-REFERENCE TO RELATED
APPLICATION

This application is a continuation application of U.S.
patent application Ser. No. 13/699,197, filed Nov. 5, 2012,
which claims the benefit of priority to U.S. Provisional Patent
Application Ser. No. 61/555,241, filed on Nov. 3, 2011, the
entire disclosures of which are incorporated by reference
herein for all purposes.

FIELD OF THE INVENTION

The present invention relates generally to the reclamation
of carpet waste material. More particularly, the invention
relates to a method and system for reclaiming carpet compo-
nents such as yarn, tufting primary and secondary backing for
recycling.

BACKGROUND OF THE INVENTION

Waste material inflow into resource limited landfills is
strained by the voluminous amount of post consumer carpet
waste produced by carpet distributors and carpet installation
contractors and post industrial carpet waste produced by car-
pet manufacturers. Post industrial carpet waste can include,
for example, commercial, industrial and residential carpet
waste; manufacturing remnants; quality control failures, and
the like. Post consumer carpet waste can be, for example, used
carpet, e.g., carpet removed from a home, apartment com-
plex, or a commercial installation, or unused carpet, e.g.,
residual carpet left from an installation or manufacturing
process. While most estimates indicate that carpet waste con-
stitutes only 1 to 2% of all municipal solid waste, this amount
still represents a vast quantity of waste that can have a sub-
stantial economic and environmental impact.

The carpet waste inflow into landfills is not generally envi-
ronmentally beneficial. In an effort to mitigate the amount of
carpet waste that is shipped to landfills, efforts are being made
to manually recycle at least a portion of the carpet waste prior
to insertion into the landfill waste stream. Recycling carpet,
however, is difficult because its major components are chemi-
cally and physically diverse.

Most carpets comprise about 20-50 percent weight face
fiber, the remainder being backing materials, commonly
polypropylene, and an adhesive which attaches the carpet
fiber to the backing material. The adhesive typically com-
prises a carboxylated styrene-butadiene (XSB) latex copoly-
mer, and inorganic filler like calcium carbonate. These mate-
rials are frequently incompatible with each other in a
recycling operation. For example, the means used to separate
and reuse a layer of the backing material might affect the
usefulness of the pile material. Alternatively, a chemical used
in the recycling process might dissolve two or more of the
components, causing them to intermix and form a blend of the
two materials having less desirable properties. The applica-
tion of heat to melt certain materials can have the same effect.
Because of these difficulties, to date the amount of carpet
reclaimed through recycling operations is limited and only a
minimal percentage of the total carpet waste may be useful in
the production of green technology products. Accordingly,
there is a need for efficient recycling of post industrial and
post consumer carpet waste to reduce the amount of waste
being disposed of at landfills.
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2

In light of the various shortcomings of prior attempts to
effectively recycle spent carpeting, a need is recognized for a
system and method capable of effectively and efficiently
separating the constituent materials of used carpeting, so that
those materials can be effectively recycled into new product
with a minimum of discarded material and a minimum need to
add virgin material to reduce contamination levels.

A further need is recognized for a scheme that makes
effective and efficient use of the reclaimed materials in new
carpeting. The need for virgin material should be kept to a
minimum, in order to decrease costs and increase the amount
of old material that is converted into new carpeting. In addi-
tion, such broad-based recycling methods can also potentially
help to comport with National Sanitation Foundation (NSF)
140/2007 recommendations, which encourage carpet indus-
tries to develop sustainable carpet manufacturing and recy-
cling programs for social, economic, and environmental ben-
efits.

SUMMARY

The present system and method is capable of reclaiming
heterogeneous carpet waste materials from streams of post
industrial and/or post consumer carpet waste at higher levels
of efficiency and lower levels of contamination than have
previously been accomplished. To accomplish this, the inven-
tion provides a method and system for reclaiming carpet
components such as yarn, tufting primary, binder, and sec-
ondary backing in a substantially continuous flow process.

As discussed above, carpet materials typically have several
layers of different materials. The simplest types of carpet
might have fibrous pile material (nylon, for example) fused
directly to a thermoplastic primary backing material. How-
ever, there can also be a secondary binder or substrate layer, a
reinforcing web material through which the pile is attached,
or a separate glue material that is used to anchor the pile to the
backing. The present invention is operative to separate the
constituent materials, so that the separate types of materials
can be recycled.

Additional embodiments of the invention will be set forth,
in part, in the detailed description, figures, and claims which
follow, and in part will be derived from the detailed descrip-
tion, or can be learned by practice of the invention. It is to be
understood that both the foregoing general description and
the following detailed description are exemplary and
explanatory only and are not restrictive of the invention as
disclosed.

BRIEF DESCRIPTION OF THE DRAWINGS

These and other features of the preferred embodiments of
the invention will become more apparent in the detailed
description in which reference is made to the appended draw-
ings wherein:

FIG. 1is ablock diagram illustrating the steps performed in
the separation stage of a carpet waste reclamation system.

FIG. 2 is a schematic representation of an exemplary
method and system for separating the constituent materials of
acarpet, showing a first shear subsystem and a second, down-
stream, shear subsystem that are configured for separating
face materials and secondary backing materials from a pri-
mary backing material of the carpet. In the illustrated
example, the respective first and a second shear subsystems
comprise a pair of spaced and opposed rotating shearers.

FIG. 3 is a schematic representation of an exemplary
method and system for separating the constituent materials of
acarpet, showing a first shear subsystem and a second, down-
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stream, shear subsystem that are configured for separating
face materials and secondary backing materials from a pri-
mary backing material of the carpet. In this example, each of
the respective first and second shear subsystems comprises a
pair of rotating shearers positioned adjacent to each other.
Further, the second shear subsystem is positioned opposed to
and downstream of the first shear subsystem.

FIG. 4 is a schematic representation of an exemplary
method and system for separating the constituent materials of
acarpet, showing a first shear subsystem and a second, down-
stream, shear subsystem that are configured for separating
face materials and secondary backing materials from a pri-
mary backing material of the carpet. In this example, the
respective first and a second shear subsystems comprise a two
pairs of spaced and opposed rotating belt-type shearers.

FIGS. 5-9 illustrate a schematic representation of an exem-
plary method and system for separating the constituent mate-
rials of a carpet, showing a first shear subsystem and a second,
downstream, shear subsystem that are configured for separat-
ing face materials and secondary backing materials from a
primary backing material of the carpet. In this example, each
of'the respective first and second shear subsystems comprises
a pair of spaced rotating shearers. Further, the second shear
subsystem is positioned opposed to and downstream of the
first shear subsystem. In this example, it is contemplated that
the backing material and the fiber material will be separated
from the primary backing by sequential abrasion steps.

FIG. 10 is a schematic representation of an exemplary
method and system for separating the constituent materials of
a carpet, showing a first shear subsystem and a second,
spaced, shear subsystem that are configured for separating
face materials and/or secondary backing materials from a
primary backing material of the carpet. In this example, the
respective first and second shear subsystems comprise a pair
of spaced rotating shearers and the carpet is repeatedly urged
bi-axially along a machine direction under the respective first
and second shear subsystems until a desired degree of mate-
rial is removed from the carpet.

FIG. 11 is a schematic representation of exemplary meth-
ods and systems for sensing the tuft height of the fiber mate-
rial, the density of the carpet, and the backing material height.

DETAILED DESCRIPTION

The present invention may be understood more readily by
reference to the following detailed description, examples,
drawings, and claims, and their previous and following
description. However, before the present devices, systems,
and/or methods are disclosed and described, it is to be under-
stood that this invention is not limited to the specific devices,
systems, and/or methods disclosed unless otherwise speci-
fied, as such can, of course, vary. It is also to be understood
that the terminology used herein is for the purpose of describ-
ing particular aspects only and is not intended to be limiting.

As used in the specification and the appended claims, the
singular forms “a,” “an” and “the” include plural referents
unless the context clearly dictates otherwise. Thus, for
example, reference to a “waste stream” can include two or
more such waste streams unless the context indicates other-
wise.

Ranges may be expressed herein as from “about” one par-
ticular value, and/or to “about” another particular value.
When such a range is expressed, another aspect includes from
the one particular value and/or to the other particular value.
Similarly, when values are expressed as approximations, by
use of the antecedent “about,” it will be understood that the
particular value forms another aspect. It will be further under-
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4

stood that the endpoints of each of the ranges are significant
both in relation to the other endpoint, and independently of
the other endpoint.

As used herein, the terms “optional” or “optionally” mean
that the subsequently described event or circumstance may or
may not occur, and that the description includes instances
where said event or circumstance occurs and instances where
it does not.

Without the use of such exclusive terminology, the term
“comprising” in the claims shall allow for the inclusion of any
additional element-irrespective of whether a given number of
elements are enumerated in the claim, or the addition of a
feature could be regarded as transforming the nature of an
element set forth in the claims. Except as specifically defined
herein, all technical and scientific terms used herein are to be
given as broad a commonly understood meaning as possible
while maintaining claim validity.

References in the specification and concluding claims to
parts by weight of a particular element or component in a
composition or article, denotes the weight relationship
between the element or component and any other elements or
components in the composition or article for which a part by
weight is expressed. Thus, in a composition or a selected
portion of a composition containing 2 parts by weight of
component X and 5 parts by weight componentY, X andY are
present at a weight ratio of 2:5, and are present in such ratio
regardless of whether additional components are contained in
the composition.

A weight percent of a component, unless specifically stated
to the contrary, is based on the total weight of the formulation
or composition in which the component is included.

As used herein, and unless the context clearly indicates
otherwise, the term carpet is used to generically include
broadloom carpet, carpet tiles, and even area rugs. To that
“broadloom carpet” means a broadloom textile flooring prod-
uct manufactured for and intended to be used in roll form.
“Carpet tile” denotes a modular floor covering, convention-
ally in 18"x18", 24"x24" or 36"x36" squares, but other sizes
and shapes are also within the scope of the present invention.

The present invention may be understood more readily by
reference to the following detailed description of preferred
embodiments of the invention and the examples included
therein and to the Figures and their previous and following
description.

FIG. 1 schematically illustrates a carpet waste reclamation
method and system 100 according to one aspect of the present
invention. As shown, carpet waste 10 is provided, such as the
exemplary post consumer carpet illustrated. However, it is
contemplated that the carpet waste can be derived from any
carpet. In one aspect, and without limitation, the carpet waste
can be a post-consumer carpet, post-consumer processed, for
example, carpet carcasses, and post-industrial, for example,
selvedge, seams, and the like. It is contemplated that the
carpet waste can also comprise manufacturing remnants,
quality control failures, and the like. In a further aspect, carpet
waste can comprise a carpet waste that would otherwise be
discarded or landfilled by a consumer, distributor, retailer,
installer, and the like.

The carpet waste 10 can be derived from any desired carpet
structure, including without limitation, tufted carpet, needle-
punched carpet, and even hand woven carpet. In another
aspect, the system and method described herein can be used in
connection with broadloom carpets, carpet tiles, and even
arearugs, so long as the carpet structure comprises at least one
inorganic component desired for reclamation. In one aspect, a
typical conventional carpet waste structure comprises fiber
bundles, a primary backing material, an optional pre-coat
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layer, an adhesive backing material, an optional reinforcing
layer, and an optional secondary backing material. In the
present invention, it is contemplated that the carpet waste will
be deconstructed or reclaimed into three primary waste
streams, a face material or face fiber waste stream, a backing
material having some degree of face fiber waste stream, and a
primary backing waste stream,

In one aspect, the carpet waste can comprise an inorganic
filler component. The inorganic filler component can com-
prise, inter alia, calcium carbonate, calcium sulfate, calcium
silicate, magnesium carbonate, magnesium oxide, magne-
sium hydroxide aluminum trihydrate, alumina, hydrated alu-
mina, aluminum silicate, barium sulfate, barite, flyash, glass
cullet, glass fiber and powder, metal powder, clay, silica or
glass, fumed silica, talc, carbon black or graphite, fly ash,
cement dust, feldspar, nepheline, zinc oxide, titanium diox-
ide, titanates, glass microspheres, chalk, and mixtures
thereof. Among these, preferred fillers comprise calcium car-
bonate, barium sulfate, talc, silica/glass, alumina, and tita-
nium dioxide, and mixtures thereof. More preferable fillers
comprise calcium carbonate.

In another aspect, the filler can be ignition resistant. Exem-
plary ignition resistant fillers can comprise antimony oxide,
decabromobiphenyl oxide, alumina trihydrate, magnesium
hydroxide, borates, and halogenated compounds. Of these
ignition resistant fillers, those that comprise alumina trihy-
drate and magnesium hydroxide are preferred.

Carpet waste can be provided to the system 100 in the form
of bales. As one will appreciate, baled carpet waste can
enhance the ease of the delivery and movement of the carpet
waste. Optionally, the carpet waste can be provided to the
system 100 palletized or in a loose or otherwise non-com-
pacted condition. In one aspect, it is contemplated that the
carpet waste can be provided to the system 100 in a stacked
condition. It is also contemplated that landfill owners and/or
operators can also provide incentives for stacking or baling of
carpet to reduce the volume requirement of the landfill.

Referring back to FIG. 1, once the carpet waste 10 is
delivered to the system, the palletized carpet waste is placed
in a stacked condition on a roller conveyor 15 and urged onto
a lift table 20 that is configured to urge the carpet waste 10
downstream to an air table 25. This system is configured to
accept stacked carpet waste pieces and to feed each individual
flat piece of carpet waste downstream at a desired rate, in
single form with correct orientation. The roller conveyor can
be configured with a conventional pressure sensing system
for monitoring the supply of delivered carpet waste and a fork
truck sensing system. The lift table can be any conventional
lift table or device that is capable of separating the stacked
carpet waste from the pallets and urging the individual pieces
of carpet waste material downstream to the air table. As one
will appreciate, the air table can be any conventional air table
or device that is capable of separating at least a portion of the
contamination materials, such as dirt, present in post con-
sumer carpets from the constituent carpet materials. Any
separated contamination materials are recovered for subse-
quent landfill processing.

After the air table, the carpet waste pieces are conveyed to
the infeed conveyor system 30. In one aspect, the infeed
conveyor system 30 can comprise a means for removing
wrinkles from each individually feed piece of carpet waste 10.
It is contemplated that the infeed conveyor system can com-
prise, without limitation, a sequentially positioned series of
one or more of the following: slowed speed rollers or belts,
crowned rollers, fluted rollers (bow and skew), driven belts,
driven belts at angles, driven rollers at angles, low friction
driven belts, high friction driven belts. As one will appreciate,
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slowed speed rollers or belts can be configured to progres-
sively increase in speed as the material flows downstream
through the infeed conveyor system, which dynamically
applies force to the individual carpet waste pieces and thereby
forcefully pulls out wrinkles in a direction parallel to the
downstream machine directional flow. As one will also appre-
ciate, sequentially positioned crowned and fluted bow and
skew rollers can be configured to remove wrinkles in the
width wise direction. Thus, it is contemplated that the inte-
grated infeed conveyor system can be configured to spread,
flatten, and stretch each individual piece of carpet waste. In a
further aspect, it is contemplated that each roller can move
relatively up or down, i.e., transverse, to the downstream
machine directional flow for compliance for thickness or
wrinkle presence. In this aspect, it is contemplated that infeed
conveyor system can also comprise a means for selectively
applying desired pressure in the up or down direction to the
individual carpet waste pieces. Optionally, and without limi-
tation, it is contemplated that the means for selectively apply-
ing desired pressure can be pneumatic, hydraulic, spring,
weighted, and the like.

Subsequent to the infeed conveyor system 30, the flattened
individual pieces of carpet waste are feed directly into the
component waste separation system 40. In various aspects
and referring to FIGS. 2-10, the component waste separation
system 40 can comprise at least one of: a tractor feed sub-
system 50, an shear subsystem 55, a carpet waste size sensing
subsystem 60, a backing thickness sensing subsystem 65, a
tuft height and tuft density sensing subsystem 70, and a waste
stream output monitoring subsystem 75.

In one aspect, the tractor feed subsystem 50 comprises
means for selectively indexing individual flattened pieces of
carpet waste through the component waste separation system
40. The means for selectively indexing individual flattened
pieces of carpet waste through the component waste separa-
tion system 40 is configured to nip the carpet as it is moved in
the downstream machine direction to affect the desired con-
trol of the orientation and metering of the carpet waste mate-
rial at a specified rate. In one aspect, the rate can be constant
or can be controlled as desired for the respective carpet waste
material that is passing therethough the component waste
separation system 40.

In one exemplary aspect, the means for selectively index-
ing individual flattened pieces of carpet waste through the
component waste separation system 40 can be a plurality
urging elements 52, such as, for example and not meant to be
limiting, belts or pin rollers, which are positioned to maintain
the individual carpet waste materials in a desired orientation
while moving or otherwise urging the carpet waste material
through the shear subsystem 55. In one aspect, it is contem-
plated that the belt can be continuous or segmented across the
face of the carpet waste piece. In another aspect, it is also
contemplated that the urging elements 52 can have pins,
flutes, grooves, high friction surface, grip surface or other
conventional profiles for gripping and securing the carpet
piece while urging the carpet waste material downstream.

In one aspect, it is contemplated that the plurality of urging
elements can comprise two pluralities of urging elements 52,
52". As illustrated, in this embodiment, each plurality of
urging elements are positioned substantially parallel to each
other and the two pluralities of urging elements can be posi-
tioned, at least partially, in opposing, overlapping relation-
ship to each other. It is also contemplated that each plurality
of'urging elements can also comprise a means for selectively
applying desired pressure in the up or down direction, i.e.,
transverse, to the downstream machine directional flow, to the
individual carpet waste pieces in order to maintain the desired



US 9,266,112 B2

7

nip and to prevent slippage of the individual carpet waste
pieces. Optionally, and without limitation, it is contemplated
that the means for selectively applying desired pressure can
be pneumatic, hydraulic, spring, weighted, and the like.

As shown in FIGS. 2-9, in one aspect, the shear subsystem
55 of the component waste separation system 40 can com-
prise a plurality of shear subsystems 55. In one aspect, it is
contemplated that a first shear subsystem 55' can be config-
ured to contact the incoming carpet waste pieces to remove or
otherwise separate the secondary backing materials from the
primary backing material of the individual flattened carpet
waste pieces. In another aspect, a second shear subsystem 55"
can be configured to contact the incoming carpet waste pieces
to remove or otherwise separate the face fiber or face mate-
rials from the primary backing material of the individual
flattened carpet waste pieces.

In various aspects, and as shown in FIGS. 3 and 5-9, the
respective number of the first and second shear subsystems
55', 55" can be increased as desired to provide for an overall
increase in the throughput of carpet waste pieces through the
plurality of shear subsystems 55 of the component waste
separation system 40 and to allow for stepped sequential
removal of secondary backing material and face fiber/face
material as the carpet waste piece is moved downstream
through the component waste separation system 40. It is
contemplated that the use of such a segmented first and sec-
ond shear subsystems 55', 55" can improve nipping and carpet
control by shearing swathes between respective segmented
urging elements 52', 52".

In another aspect, each of the shear subsystems can com-
prise at least one of a rotating-type shearer, a belt-type
shearer, and the like. In one aspect, it is contemplated that
each of, or at least one of the shear subsystems, can comprise
a conventional blade shear system that is conventionally con-
figured to remove a desired portion of the face fiber/face
material as the carpet waste is continuously and linearly
moved downstream through the component waste separation
system 40.

Optionally, the rotating shearer can be continuous rotating
shearer or a segmented rotating shearer. In this aspect, at least
aportion of each of the respective rotating or belt-type shear-
ers has a conventional abrasion surface 57, which can be, for
example and without limitation, a conventional grit surface
that is bonded or otherwise coupled to at least a portion of the
exterior surface of the wearer, and the like. It is also contem-
plated that the abrasion surface can be formed with a series of
male flutes having hardened surfaces for extended wear life.
In one aspect, the rotating shearer can have a large diameter
for increased life and more surface contact.

In another aspect, at least one of the shear subsystems can
also comprise means for selectively moving the shear sub-
system and/or applying desired pressure in the up or down
direction, i.e., transverse, to the downstream machine direc-
tional flow, to the individual carpet waste pieces in order to
maintain the desired level of the abrasion surface relative to
the primary backing of the individual carpet waste pieces.
Optionally, and without limitation, it is contemplated that the
means for selectively applying desired pressure can be pneu-
matic, hydraulic, spring, weighted, and the like.

It is contemplated that the speed of each shear subsystem
can be variably controlled to reduce fiber wrapping around
the rotating shear subsystems and to maximize the abrasion
surfaces operational life. In one aspect, the variable control of
the speed of each shear subsystem can be selectively con-
trolled in accord with signals received from a computer con-
trol system 80, such as, for example and without limitation, a
centrally located Programmable Logic Controller, that is in
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communication with the respective carpet waste size sensing
subsystem 60, a backing thickness sensing subsystem 65, a
tuft height and tuft density sensing subsystem 70.

In one example, the downstream segmented shear sub-
system system 55, offset from the upstream shear subsystem
55, would remove the backing material or face material, not
removed by the upstream shear subsystem. As shown, the
segmented belts or pin rollers 52', 52" nip the carpet between
each segmented shear subsystem 55. In various combina-
tions, it is contemplated that both of the upstream and the
downstream shear subsystems that are positioned on both
sides of the component waste separation system 40 can be
rotated in the same direction or in opposing directions relative
to each other. In this aspect, an upstream shear subsystem can
be rotated in the machine direction of the component waste
separation system 40 and the downstream shear subsystem
can be rotated in a direction opposite to the machine direction
of'the component waste separation system 40.

Referring to FIG. 2, the component waste separation sys-
tem 40 is exemplary shown with a first shear subsystem 55'
and a second, downstream, shear subsystem 55" that are
configured for separating face materials and secondary back-
ing materials from a primary backing material of the carpet.
In this example, the respective first and a second shear sub-
systems comprise a pair of spaced and opposed rotating
shearers having conventional shear surfaces. As one will
appreciate, two pluralities of belts or pin rollers 52', 52" are
shown are positioned substantially parallel to each other in at
least partially opposing, overlapping relationship to each
other.

Referring to FIG. 3, the component waste separation sys-
tem 40 is exemplary shown with a first shear subsystem 55'
and a second, downstream, shear subsystem 55" that are
configured for separating face materials and secondary back-
ing materials from a primary backing material of the carpet.
In this example, each of the respective first and second shear
subsystems comprises a pair of rotating shearers positioned
adjacent to each other. Further, the second shear subsystem is
positioned opposed to and downstream of the first shear sub-
system. As one will appreciate, two pluralities of urging ele-
ments, e.g. belts or pin rollers 52', 52", are shown are posi-
tioned substantially parallel to each other in at least partially
opposing, overlapping relationship to each other.

Referring to FIG. 4, the component waste separation sys-
tem 40 is exemplary shown with a first shear subsystem 55'
and a second, downstream, shear subsystem 55" that are
configured for separating face materials and secondary back-
ing materials from a primary backing material of the carpet.
In this example, the respective first and a second shear sub-
systems comprise a two pairs of spaced and opposed rotating
belt-type shearers. Further, the second shear subsystem is
positioned opposed to and downstream of the first shear sub-
system. As one will appreciate, two pluralities of belts or pin
rollers 52', 52" are shown are positioned substantially parallel
to each other in at least partially opposing, overlapping rela-
tionship to each other.

Referring now to FIGS. 5-9, an exemplary method and
system for separating the constituent materials of a carpet is
shown. As illustrated, a first shear subsystem 55' and a sec-
ond, downstream, shear subsystem 55" of the component
waste separation system 40 are configured for separating face
materials and secondary backing materials from a primary
backing material of the carpet. In this example, each of the
respective first and second shear subsystems comprises a pair
of spaced rotating shearers. Further, the second shear sub-
system is positioned opposed to and downstream of the first
shear subsystem. In this example, it is contemplated that the
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backing materials and the fiber materials will be separated
from the primary backing by sequential shearing or abrasion
steps as the carpet waste material is passed sequentially
through the shear subsystems.

FIG. 10 is a schematic representation of an exemplary
method and system for separating the constituent materials of
a carpet, showing a first shear subsystem and a second,
spaced, shear subsystem that are configured for separating
face materials and/or secondary backing materials from a
primary backing material of the carpet. In this example, the
respective first and second shear subsystems comprise a pair
of spaced rotating shearers and the carpet is repeatedly urged
bi-axially along a machine direction under the respective first
and second shear subsystems until a desired degree of mate-
rial is removed from the exposed face of the carpet. In one
aspect, the pair of spaced rotating shearers comprises a first
rotating shearer and a second rotating shearer that is config-
ured to rotate counter to the rotation direction of the first
rotating shearer. In one aspect, in operation, piece of carpet
waste is disposed onto a conveyor surface for biaxial move-
ment along a machine direction past the first and second shear
subsystems. As the edge of the carpet waste piece is urged in
a first machine direction and the carpet waste piece passes
under and proximate the first rotating shearer, the first rotating
shearer is lowered into operative contact with the exposed
material of the carpet waist piece (concurrently, the second
rotating shearer is raised up and away from contact with the
carpet piece). As a middle portion, or a desired portion, of the
carpet piece passes under and proximate to the second rotat-
ing shearer, the second rotating shearer is lowered into opera-
tive contact with the exposed material of the carpet waist
piece (concurrently, the first rotating shearer is raised up and
away from contact with the carpet piece).

Subsequent to the pass of the carpet waste piece along the
first machine direction, the conveyor is reversed and the car-
pet waste piece is urged in a second machine direction, oppo-
site to the first machine direction. When the carpet waste
piece passes under and proximate the second rotating shearer,
the second rotating shearer is lowered into operative contact
with the exposed material of the carpet waist piece (concur-
rently, the first rotating shearer is raised up and away from
contact with the carpet piece). As the middle portion, or a
desired portion, of the carpet piece passes under and proxi-
mate to the first rotating shearer, the first rotating shearer is
lowered into operative contact with the exposed material of
the carpet waist piece (concurrently, the second rotating
shearer is raised up and away from contact with the carpet
piece). The carpet piece is repeatedly moved biaxially under
the pair of spaced rotating shearers until the desired degree of
material is removed from the face of the carpet piece. Subse-
quently, the carpet piece can be flipped over on the conveyor
and the process can be repeated to remove the desired degree
of materials from the exposed face of the carpet piece.

In one aspect, it is contemplated that the first and second
rotating shearers can be mounted on opposite ends of an
elongated armature. In this aspect, it is contemplated that the
armature can be configured in a teeter-totter configuration to
be selectively rotated about an axis transverse to the machine
direction to affect the desired operative engagement of the
respective first and second rotating shearers.

The carpet waste size sensing subsystem 60 of the compo-
nent waste separation system 40 can comprise at least one of
a computer vision system, a sensor array, or a mechanical
fingers (orheddles) to detect the width of each flattened carpet
waste piece. The carpet waste size sensing subsystem 60 is in
communication with the computer control system 80 to pro-
vide immediate and real-time system adjustments to the
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respective components of the component waste separation
system 40 for the optimized downstream abrasion and waste
stream separation. In one aspect, it is contemplated, based on
input signals from the carpet waste size sensing subsystem
60, that the computer control system 80 can signal the means
for selectively moving the shear subsystem, i.e., selectively
signaling and adjusting pneumatic or hydraulic pressure of
the shear subsystem to maintain a PSI force set-point in order
to assure maximum quality, throughput and consistency.

The backing thickness sensing subsystem 65 of the com-
ponent waste separation system 40 can comprise means for
automatically detecting the thickness of the backing material
of the carpet waste piece. Referring to FIG. 11, means for
automatically detecting the thickness of the backing material
of the carpet waste piece can comprise at least one backing
thickness sensor 67, as exemplarily illustrated. In one
example, as shown in option A, the backing thickness sensor
comprises a scalloped disk that is configured to roll across the
face of the carpet, pressing its scalloped edge between the
tufts of the carpet to establish where the backing top is in
z-axis space. In another example, as shown in option B, the
backing thickness sensor comprises a sharp roller, akin to a
pizza cutter, which is configured to roll across the face of the
carpet, pressing its sharp edge between the tufts of the carpet
to establish where the backing top is in z-axis space. In
another exemplary aspect, as shown in option C, the backing
thickness sensor comprises a pinned wheel that is configured
to roll across the face of the carpet, pressing its pins between
the tufts of the carpet to establish where the backing top is in
z-axis space. In another aspect of the backing thickness sens-
ing subsystem 65, the backing thickness sensor 67 can be is
mounted on a set of linear bearings or slides that is connected
to a distance sensing mechanism, such as, for example and
without limitation, a LVDT (Linear Velocity Displacement
Transducer), a laser distance sensor, and the like. The distance
signal, i.e., the backing thickness signal, is sent to the com-
puter control system 80 for conversion and insertion into the
process optimization calculations. It is contemplated that
other sensing mechanisms can also be employed for the
means for automatically detecting the thickness of the back-
ing material of the carpet waste piece.

The tuft height and tuft density sensing subsystem 70 of the
component waste separation system 40 can comprise means
for automatically monitoring both tuft density and tuft height
of the carpet waste piece. In one aspect, the means for auto-
matically monitoring both tuft density and tuft height of the
carpet waste piece can comprise monitoring a displacement
distance in the z-axis substantially transverse to the machine
direction of a wide width roller 72. In this aspect, and as
shown in FIG. 10, a wide width roller 72 rolls on the top
surface, i.e., the face material surface, of the carpet waste
piece as it flows through the component waste separation
system 40 in the machine direction. The roller is configured to
moves up or down relative to the flat surface of the carpet
waste piece depending on the relative tuft height or density of
the respective carpet waste piece. In another aspect of the tuft
height and tuft density sensing subsystem 70, the wide width
roller 72 can be is mounted on a set of linear bearings or slides
that is connected to a distance sensing mechanism, such as,
for example and without limitation, a LVDT (Linear Velocity
Displacement Transducer), a laser distance sensor, and the
like. In a further aspect of the tuft height and tuft density
sensing subsystem 70 can comprise at least one weight, such
as, for example and without limitation, a 10156 weight, that is
configured to move in the z-axis into operative contact with
the face of the carpet waste piece. In this configuration, the
weight can be is mounted on a set of linear bearings or slides
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that is connected to a distance sensing mechanism, such as,
for example and without limitation, a LVDT (Linear Velocity
Displacement Transducer), a laser distance sensor, and the
like.

The displacement distance signal, i.e., the tuft height and
tuft density signal, is sent to the computer control system 80
for conversion and insertion into the process optimization
calculations. It is contemplated that other sensing mecha-
nisms can also be employed for the means for automatically
monitoring both tuft density and tuft height of the carpet
waste piece. It is contemplated that the respective backing
thickness sensing subsystem 65 and the tuft height and tuft
density sensing subsystem 70 allow for the immediate and
real time adjustments of the component waste separation
system 40 that are necessary for the downstream abrasion and
separation process.

In one aspect, the waste stream output monitoring sub-
system 75 of the component waste separation system 40 is
coupled to the computer control system 80 and comprises
means for monitoring the quantity output of fines and mixed
fiber produced in the component waste separation system.
The waste stream output monitoring subsystem 75 of the
component waste separation system 40 can also comprise
means for adjusting at least one of: the throughput speed of
the component waste separation system 40, the speed of each
of the respective shear subsystems, and the force or pressure
applied by each of the respective shear subsystems thereon
the carpet waste piece. The means for monitoring the quantity
output of fines and mixed fiber produced in the component
waste separation system can comprise conventional optical,
ultrasonic, flow or gravimetric methods to monitor output
during the process of shear or otherwise separating the back-
ing material from the primary backing of the carpet waste
piece. Based on the overall flow of material through the
component waste separation system 40, the force or pressure
applied by each of the respective shear subsystems thereon
the carpet waste piece or engagement distance can be adjusted
as desired. For example and without limitation, this adjust-
ment can be also based on the rotational amperage being
applied to the respective shear subsystems, which is related to
a gradual loss of the effective level or degree of abrasiveness
of the shear surfaces of the shear subsystems over time.

As one will appreciate from the discussion above, it is
contemplated that several variables are being sensed real time
in component waste separation system 40. These parameters
being sensed, as data inputs, can comprise at least one of:
backing thickness, pile height, pile density, incoming carpet
waste material flat piece width, and shear subsystem rota-
tional motor load. Using this input data, the computer control
system 80 can selectively adjust the relative position of the
respective shear subsystem to a determined engagement dis-
tance calculated by the computer control system 80 for opti-
mal processing conditions.

In another aspect, after deconstruction of the carpet waste
piece in the component waste separation system 40, each
material waste stream goes through its own system to be
further cleaned, separated and opened. Optionally, the face
fabric waste stream can be mixed with the primary backing
waste stream for subsequent processing to reduce capital
expenditures. Typically, after the various carpet components
have been separated, each respective waste stream requires
additional processing in order to become usable material.
Referring now to FIG. 1, exemplary processing of the respec-
tive waste streams as shown.

In one example, the separated face material or fiber waste
stream is urged to a conventional condenser via a conven-
tional blower system, for example, a vacuum conveyor sys-
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tem. The condenser is configured to remove unwanted dust
and particulate matter in preparation for subsequent delivery
to a conventional step cleaner. The step cleaner is configured
to remove unwanted dust and particulate matter, such as, for
example and without limitation, dirt, calcium carbonate, and
the like, from the face material or fiber waste stream. After the
step cleaner, the face material or fiber waste stream can be
delivered to another conventional blower/condenser for final
cleansing or removal of unwanted dust and particulate matter.
Finally, the cleansed face material or fiber waste stream can
be delivered to a baling station for baling. In this example, the
separated unwanted dust and particulate matter is delivered to
a bag house/waste facility.

In one example, the separated backing material waste
stream, comprising backing material having some degree of
face fiber, is delivered to a conventional cyclone separator to
separate any fines from the backing material having some
degree of face fiber. The separated fines are delivered down-
stream to the bag house/waste facility and the separated back-
ing material having some degree of face fiber waste stream is
delivered to a downstream size reduction apparatus config-
ured to tear the waste stream material into fibrous lengths.
This size reduction can optionally be repeated in a secondary
downstream size reduction apparatus in preparation for sub-
sequent delivery to a conventional step cleaner. The step
cleaner is configured to remove unwanted dust and particulate
matter, such as, for example and without limitation, dirt,
calcium carbonate, and the like, from the backing material
having some degree of face fiber waste stream. After the step
cleaner, the cleansed backing material having some degree of
face fiber waste stream is delivered to a conventional cutter
configured chop or reduce the fibrous materials to a desired
length. After the cutter, the backing material having some
degree of face fiber waste stream is urged to a conventional
condenser configured to remove unwanted dust and particu-
late matter in preparation for sequential delivery to a conven-
tional fine opener and step cleaner. The respective fine opener
and step cleaner is configured to remove unwanted dust and
particulate matter, such as, for example and without limita-
tion, dirt, calcium carbonate, and the like, from the backing
material having some degree of face fiber waste stream.
Finally, the cleansed backing material having some degree of
face fiber waste stream can be delivered to a baling station for
baling. As in the previous example, the separated unwanted
dust and particulate matter is delivered to a bag house/waste
facility.

In one example, the separated primary backing material
waste stream is delivered to a downstream size reduction
apparatus via a conventional conveyor system that configured
to configured to meter and control the supply of the primary
backing material waste stream to the downstream size reduc-
tion apparatus. In one aspect, the downstream size reduction
apparatus is configured to tear the waste stream material into
fibrous lengths. This size reduction can optionally be repeated
in a secondary downstream size reduction apparatus in prepa-
ration for subsequent delivery to a conventional step cleaner.
The step cleaner is configured to remove unwanted dust and
particulate matter, such as, for example and without limita-
tion, dirt, calcium carbonate, and the like, from the primary
backing material waste stream. After the step cleaner, the
cleansed primary backing material waste stream is delivered
to a conventional cutter configured chop or reduce the fibrous
materials to a desired length. After the cutter, the primary
backing material waste stream is urged to a conventional
condenser configured to remove unwanted dust and particu-
late matter in preparation for sequential delivery to a conven-
tional fine opener and step cleaner. The respective fine opener
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and step cleaner is configured to remove unwanted dust and
particulate matter, such as, for example and without limita-
tion, dirt, calcium carbonate, and the like, from the primary
backing material waste stream. Finally, the cleansed primary
backing material waste stream can be delivered to a baling
station for baling. As in the previous examples, the separated
unwanted dust and particulate matter is delivered to a bag
house/waste facility.

Without limitation the conventional cleaning equipment
described above can be purchased from Dell Orco & Villani
Sri, Vecoplan, Wilson Knowles and Sons [td, Southern
Mechatronics, Signal Machine Company Inc, Kice Industries
Inc, Sterling Systems Inc, Pallmann GmbH, OMMI SpA,
Pierret Industries Sprl, eFactor 3 LLC, Tria SpA, Weima
America Inc, SSI Shredding Systems Inc, Erko-Triitzschler
GmbH, LaRoche SA, Margasa SL,, Schirp, Chiavazza Verg-
nasco, Timtex GmbH, and others. Conventional cleaning
equipment can comprise, without limitation, step cleaners,
willows, cyclone separators, vertical vibrating chutes, hori-
zontal vibratory screeners, multi-aspirators, rotary sifters,
condensers, guillotine and rotary cutters, fine opening, tear-
ing and other methods of cleaning.

Although several embodiments of the invention have been
disclosed in the foregoing specification, it is understood by
those skilled in the art that many modifications and other
embodiments of the invention will come to mind to which the
invention pertains, having the benefit of the teaching pre-
sented in the foregoing description and associated drawings.
It is therefore understood that the invention is not limited to
the specific embodiments disclosed herein, and that many
modifications and other embodiments of the invention are
intended to be included within the scope of the invention.
Moreover, although specific terms are employed herein, they
are used only in a generic and descriptive sense, and not for
the purposes of limiting the described invention.

What is claimed is:

1. A method of reclaiming secondary backing materials,
primary backing materials, and face materials, from carpet
waste pieces, comprising:

removing wrinkles from the carpet waste pieces; and

selectively feeding the carpet waste pieces into a compo-

nent waste separation system comprising:

a plurality of shear subsystems comprising a first shear
subsystem and a second shear subsystem, wherein the
first shear subsystem is configured to contact the
incoming carpet waste pieces to separate the second-
ary backing materials from the primary backing mate-
rials of the carpet waste pieces, and wherein the sec-
ond shear subsystem is configured to contact the
incoming carpet waste pieces to separate the face
materials from the primary backing materials of the
carpet waste pieces;

wherein the wrinkles are removed from the carpet waste

pieces at a location upstream of the component waste

separation system relative to a machine direction of at
least the component waste separation system.

2. The method of claim 1, wherein the carpet waste pieces
are selectively fed through an infeed conveyor system.

3. The method of claim 2, further comprising selectively
applying a desired pressure transverse to the machine direc-
tion to the carpet waste pieces passing through the infeed
conveyor system.

4. The method of claim 2, further comprising selectively
indexing flattened carpet waste pieces through the component
waste separation system.

5. The method of claim 4, further comprising nipping the
carpet waste pieces as they are moved downstream in the

10

15

20

25

30

35

40

45

50

55

60

65

14

machine direction to effect the desired control of the orienta-
tion and metering of the carpet waste materials at a specified
rate.

6. The method of claim 5, further comprising selectively
controlling the rate for the carpet waste materials that are
passing through the component waste separation system.

7. The method of claim 5, further comprising selectively
controlling a plurality of urging elements to maintain the
carpet waste pieces in a desired orientation while moving the
carpet waste pieces through the plurality of shear subsystems.

8. The method of claim 7, wherein the plurality of urging
elements is selected from a plurality of belts and a plurality of
pin rollers.

9. The method of claim 7, wherein the plurality of urging
elements comprises two pluralities of urging elements,
wherein the two pluralities of urging elements are positioned
substantially parallel to each other and the two pluralities of
urging elements are positioned, at least partially, in opposing,
overlapping relationship to each other.

10. The method of claim 7, further comprising selectively
applying pressure transverse to the downstream machine
directional flow to the carpet waste pieces in order to maintain
a desired nip and to prevent slippage of the carpet waste
pieces.

11. The method of claim 10, further comprising automati-
cally monitoring both tuft density and tuft height of the carpet
waste pieces.

12. The method of claim 11, wherein automatically moni-
toring both tuft density and tuft height of the carpet waste
pieces comprises monitoring a displacement distance in the
z-axis substantially transverse to the machine direction of a
wide width roller that rolls over the face materials of the
carpet waste pieces.

13. The method of claim 11, further comprising automati-
cally detecting the thickness of at least the primary backing
materials of the carpet waste pieces.

14. The method of claim 13, further comprising selectively
adjusting the relative position of the respective shear sub-
systems relative to the carpet waste pieces to a determined
engagement distance.

15. The method of claim 7, further comprising monitoring
a waste stream downstream of the component waste separa-
tion system relative to the machine direction.

16. The method of claim 1, wherein each of the plurality of
shear subsystems is selected from a rotating shearer and a
belt-type shearer.

17. The method of claim 16, wherein at least one of the
plurality of shear subsystems comprises a blade shear system
that removes a desired portion of the face materials as the
carpet waste pieces are continuously and linearly moved
downstream through the component waste separation system.

18. The method of claim 16, wherein the rotating shearer is
selected from a continuous rotating shearer or a segmented
rotating shearer.

19. The method of claim 18, wherein at least a portion of
each rotating shearer has an abrasion surface coupled to at
least a portion of an exterior surface of the shearer.

20. The method of claim 1, wherein the carpet waste pieces
comprise at least one of: post-consumer carpet, post-con-
sumer processed carpet; post-industrial carpet, manufactur-
ing remnants, and quality control carpet failures.
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